03/05/04 


10;14 F AX 514 286 5474 


OGILVY RENAULT 


@012 


PCT 


WORLD 


ORGANIZATION 



■ iprcrazmuiiiU Bureau 

- 1 (U) iDUrnatkimil Publlcattftn Number: yirsvow 

(43) imtmatlonal Pubtolton Date: 28 Augu* >997 (2SX*W ] 


(51) InUrmftmil PatoU Cl^flcatioa 6 t 
B27B B65G 47/22 


Al 


ai) Int^Uonal Appncat^ Number; PCT/SE*7/00234 
(22) international Filing D*r* 14 Fcbrvaiy 1997 (14*2-97) 


(30) Prfiority Dam: 
9600714-1 


26 Febnuu* 1996 (26.02-96) SE 


HI) AppUcanl ffor all designated Slam except USX C. OUN~ 
(71) A PPJ^ SS £ NS VERKSTADS AB [SE/SE]; ONftgen, 5-340 

30 Visla&da (SE). 

£2 SSfwUc-l </br t/S GUNNARSSON. Ccnncth 

(75) ^^^P^™^;, S-340 30 Vhls^da (SE). 

(74) Afleni: WAIXENGREN, Yugvai. Paten fcyrin Y- Warren 
AB,P.O.Boxll6,S-33l2l V«n»«io(SE). 


rtnDerittMtedStotes: CA. PL, US, Europe paicni (At, BE. 
(81) 0K. ES, FJ, FR. GB> Gfc IE, IT, Lg. MC NL. 

vt.sm- 


Pnbllshed 


Wftft ifi/*mafiom»/ report- i 

;Ae «^irati^ftif/ ^ «Wr far amending the\ 
claims and to be republished in the event of the receipt cf 
amendmcTxtS- 


(54) 


TTtlt: A METHOD AND AN APPARATUS -FOR TURNING BOARDS 


2 2 12 


16b 


16a 




6 1413 5 



15 


24 


(57) Abstract 

A. method cf ««, a) fe^M 

with their longitudinal direction oansveisp w the Vu„Tdo, )A Llftine devices (16) which move synchronously with the 

edg- (13) of the boards (2) ^^^^^^ ^ZtT^l^^^ ^ «o«U the lifting devices (16). whereby 
conveyor (1) lift the front cdjw of board* (2) at *i^ t ™ e " £,Xai up"*™ for turning boards comprise, a 6m conveyor 
d* borts a) -returned with ^<^^^ < ^ u fSSjl5eS ^ > *Wf< C12J which, on ite fir« conveyor (1). 

*S2 S£u£ZZ Ofli -H— to move synchrony with » firs, conveyor (,> 
fttft^ ffl SSund to dogs W of the fir* conveyor. 


PAGE 1 2/22 ' RCVD AT 3/5/2004 10:10:44 AM [Eastern Standard Time] ' SVR:USPTO-EFXRF-1/0 ' DNIS:8729306 ' CSID:514 286 5474 4 DURATION (mm-ss):05-04 


03/05/04 10:14 FAX 514 286 5474 


OGILVY RENAULT 


121013 


Codes u*ed to identify 
applications under the PCT. 


FOB THE PURPOSES OP INFORMATION ONLY j 

Suites party to thft PCT on the from pages of pamphlets publishing International 


AM 
AT 
AU 
fiB 
BE 
BP 
BC 
flj 
8R 
BY 
CA 
€^ 
CO 

cu 

CI 

CM 

CN 

d& 

cz 

Dft 
DK. 
EE 
BS 
Fl 
TO 
GA 


Amau 
AuftrsUft 

Befchun 
Burtbi PnQ 

BMW 


Ctounl Afrfew BcfnAUe 

Congo 

Swiuatmd 

COM d'lvon 


Chbu 

C«ecb RcpiAlic 

Gcn***y 

Dtttmvt 

RttOoifc 

SptJn 


Gftbal) 


GB 
CE 
ON 
CB 
I1U 
IE 

rr 
JP 
KB 
KG 


KB 
KZ 
U 
LK 

at 

LT 

IX 

LV 

MC 

MD 

MG 

ML 

MM 

MR 


Unit*) Khpkrt 

Oeocftii 

Guinea 

Greece 

Hungaiy 
IreUnd 
My 
Jip«n 

Dangcmlc Pwpte'i RepaW* 
fifKocu 

R/jniWicof Kanu 


Sri 


Mill 

Muritinw 


MW 


M* 

Mni» 

NE 

Nfe* 

NL 

NctfccrtiAds 

NO 

ferwiy 

NZ 

MewZulmd 

PL 

palftdd 

rr 

FHtUfiM! 

HO 

Romini* 

RU 


SO 


S£ 

Sweden 

SC 

SUtppoic 

SI 


SK 


SN 

Sarj*J 

SZ 


TD 

O-d 

TG 


TJ 


TT 

Triikte* and Totago 

UA 

UlCTVIK 

yc 

Ufinda 

us 

United Sutei of Afpericl 

uz 


VN 

Yin Nil* 


PAGE 13/22 » RCVD AT 31512004 10:10:44 AM [Eastern Standard Time] ' SVR:USPTO-EFXRF-1/0 « DNIS:8729306 * CSID:514 286 5474 1 DURATION (mm-ss):05-O4 


03/05/04 10:14 FAX 514 286 5474 


OGILVY RENAULT 


tg]014 


WO 97/30830 , PCT/SEW^O»4 

1 j 
A METHOD AND AN APPARATUS FOR TURNING BOARDS 

TECHNICAL FIELD 

5 The present invention relates to a method of turning boards which are 
transported with their longitudinal direction transverse to the direction of 
movement of a conveyor with uniformly spaced conveyor idogs, the boards 
being at least partly driven by the front sides of the dogs in abutment against 
the rear edges of the boards. 

10 

The present invention also relates !o an apparatus for turning boards and 
comprises a first conveyor with uniformly spaced conveyor dogs for 
transport of the boards with their longitudinal direction transverse to the 
direction of movement of the conveyor. 

15 

BACKGROUND ART j 

In the refining of timber in the form of boards in sawmills, planing mills, 
furniture factories or the like, it is often necessary that the boards be turned 
20 upside down between different working operations or in Order to carry out 
quality inspection. Situations also arise when only certain boards in a batch 
are to be turned over. Such turning of boards has hitherto largely been 
carried out manually. 

25 PROBLEM STRUCTURE 

The present invention has for its object to devise the method disclosed by 
way of introduction such that it permits a fully automatic turning of the 
boards upside down. The present invention also has for its object to devise 
30 the method such that only certain boards included in a batch are turned 
over. The present invention further has for its object to devise the method 
such that the boards may be handled at great speed and with a high degree 
of reliability withou t being damaged. 

35 The present invention also has for its object to design the apparatus 
intimated by way of introduction such that it is capable of turning all or only 


i 
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i 
I 

certain boards included in a batch at great speed and with a high degree of 
reliability, that the apparatus is simple and operationally reliable and is also 
economical in manufacture and in operation. 

5 SOLUTION 

The objects forming the basis of the present invention in ; respect of the 
method will be attained if the method is characterized in that the boards are 
moved forwards in a direction of movement in relation to the conveyor such 

10 that the front edges of the boards are brought to the region of the rear side of 
the next dog in the conveyor, that lifting devices which are moved 
synchronously with the conveyor are brought into engagement with the 
undersides of those boards which are to be turned in the region at their front 
edges, that the lifting devices are gradually raised, and that 1 the boards are 

15 subjected to a force in relation to the lifting devices forwardly in their 
direction of movement, whereby the boards are caused to turn over with 
their front edge facing upwards/ rearwards. 

The objects forming the basis of the present invention in respect of the 
20 apparatus will be attained if this is characterized by at least one second 
conveyor which is substantially parallel with the first and has an upper part 
at a slightly greater height than the upper part of the firstj conveyor, the 
second conveyor operating at greater speed of movement that the first, and a 
number of lifting devices which are disposed to move syndjironously with 
25 the first conveyor and to be liftable in the region behind the dogs of the first 
conveyor. 

Further advantages will be attained according to the present invention if the 
method is also given one or more of the characterizing features as set forth in 
30 appended subclaims 2 to 7 and if the apparatus is given one; or more of the 
characterizing features as set forth in appended subclaims 9 to 16. 

BRIEF DESCRIPTION OF THE ACCOMPANYING DRAWINGS 

j 

35 The present invention will now be described in greater detail hereinbelow, 
with reference to the accompanying Drawings. In the accompanying 
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Drawings: 

i 

Fig. 1 schematically illustrates and apparatus for turning boards, seen 

from the side, i.e. in the longitudinal direction of the boards; 
5 and 

Fig. 2 is a top plan view of the same apparatus as in Fig. 1. 

DESCRIPTION OF PREFERRED EMBODIMENT 

The apparatus according to the invention comprises a first conveyor 1 which 
is intended for transporting boards 2 in a transport direction 3, from the right 
to the left in the Figures. The first conveyor has a number of uniformly 
spaced dogs 4 which, with their front sides 5, shunt the boards ahead of 

15 them in engagement with the rear edges 6 of the boards, jln such instance, 
transport of the boards 2 takes place with the longitudinal direction of the 
boards transverse to the longitudinal direction of the first conveyor and 
transverse to the transport direction 3. Preferably, the longitudinal directions 
of the boards extend at right angles to both the transport direction 3 and the 

20 longitudinal direction of the conveyor 1. 

The first conveyor may include a number, preferably at least two, of parallel- 
running chains, straps, belts or the like which are provided with the above - 
disclosed dogs. The number of such chains etc, depends! on the length of 
25 those boards which are to be transported. Fig, 2 shows two such chains or 
the like. 

The chains, straps or belts included in the first conveyor 1 run over wheels 7 
and 8 which are supported on rotary shafts 9 and 10. 

30 

In addition to the chains, straps or belts included in the first conveyor, this 
conveyor may further include a number of longitudinally (along the 
transport direction 3) disposed slide rails which vertically support the 
boards 2 being transported. Instead of, or as a supplement to such slide rails, 
35 the chains etc in the first conveyor may possibly have their upper regions 
supported in longitudinal guides which may also carry the weight of the 
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boards. | 

i 

i 

The above disclosures as regards the cooperation of the first conveyor with 
the advanced boards applies at the infeed end of the conveyor and at its 
5 discharge end, Le. at its right-hand and left-hand end, respectively* Along 
the central region of the conveyor, i-e. along a turning zone, the situation is 
different in that the first conveyor here at least partly functions as a brake 
which prevents the boards 2 in the transport direction 3 from being 
displaced past predetermined positions, as will be described in greater detail 
10 hereinbelow. 

Within the turning zone, there is provided a second conveyor 11 which is 
also designed as a chain conveyor, strap conveyor or beltjconveyor or the 
like. The second conveyor suitably has the same number of chains, straps or 
15 belts as the first conveyor, and these are disposed along and substantially 
parallel with the corresponding chains etc. in the first conveyor 1. The 
number of such chains etc is adapted to the length of the boards 2 in the 
same maimer as that which applies to the first conveyor. 

20 The second conveyor 11 has its upper part 12 located at a slightly greater 
height than the upper part of the first conveyor 1. Further, the chains, straps 
or belts in the second conveyor are of a material which affords good friction 
against the boards 2, Hereby, the second conveyor (which advances at a 
greater transport speed than the first conveyor 1) will subject the boards to a 

25 force in the transport direction 3 relative to the first conveyor. This implies 
that the boards 2 within the turning zone, i.e. the longitudinal extent of the 
second conveyor 11, will be given higher speed by the second conveyor, so 
that the boards, with their front edges 13; will come into abutment against 
the rear edge 14 of the immediately preceding dog 4. This is! dearly apparent 

30 at the right-hand end of the second conveyor 11 in Fig, 1 . 

*• » 
That disclosed above in respect of the slide rails, longitudinal guides etc. in 
connection with the first conveyor 1 applies with equal analogy also to the 
second conveyor IX. It should also be observed that, regardless of the 

35 detailed design of these slide rails, guides, etc., it applies that the second 
conveyor carries the boards 2 at a height level which is slightly higher than 
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the first conveyor. 

The width of the open space between adjacent dogs 4 on the first conveyor 1 
is, for reasons which will be apparent below, approximately twice as large as 
5 the maximum width of the boards 2 which are to be turned. 

Within the turning zone, Le. within the longitudinal extent of the second 
conveyor 11, there is provided a third conveyor 15. This ; is disposed along 
and beside the first conveyor 1 and preferably has the! same number of 
10 chains, straps, belts or the like as the first conveyor. The third conveyor 15 is 
provided with a number of lifting arms or lifting devices 16 which move 
synchronously with the first conveyor in its transport direction 3« The lifting 
devices 16 are disposed behind the rear edges 14 of the dogs 4 and are 
disposed to be liftable within the turning zone. 

15 

In such cases where aU boards 2 are to be turned, the lifting devices 16 may 
be fixedly disposed on the third conveyor 15 in positions relative thereto 
which are shown along the upper part of the third conveyor 15 in Fig. 1. This 
implies that, because of the upward inclination in the transport direction 3, 
20 the lifting devices 16 will be gradually raised within the turning zone. 

In such cases where only certain boards 2 included in ja batch are to be 
turned, the lifting devices 16 are movabty disposed on the third conveyor 15, 
as will be described in greater detail hereinbelow. 

25 ■ 

It will be apparent from Fig. 1 that a lifting device 16a has just come into 
engagement with the underside of a board which, with its front edge, abuts 
against the rear edge 14 of a dog 4. The next lifting device 16b has raised the 
front portion of the board up and begins to turn the board over, with its front 

30 edge facing backwards. This turning of the board is facilitated by the fact 
that the second conveyor 11 subjects the board to a force in the direction of 
the transport direction of the first conveyor, i.e, in the direction of the arrow 
3. This force is generated by the second conveyor 11 in that this moves more 
quickly than the lifting devices 16 so that the boards are shunted against the 

35 lifting devices. As a result of this force, the turning or rotation of the board 
about its longitudinal axis is facilitated and supported The lifting device 16c 
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has just raised the front edge of the board so high that the board loses its 
balance and is pivoted down backwards on the conveyor 11. For this 
backward pivoting of the board to be possible, the distance between adjacent 
dogs 4 should be approximately twice as large as the maximum width of 
5 turned boards. It will further be apparent from Fig. 1 that the lower edge of 
the board, which rests on the second conveyor, has been displaced in the 
direction of the arrow 3, for which reason the lifting device 16c no longer 
engages with the front edge of the board, now turned to face upwards, but 
instead with the central portion of the original underside of the board. 

10 

Once the board has been finally turned upside down by the lifting device 
16c, it will once again be given increased speed in relation to the first 
conveyor 1, which is shown straight above the drive wheel 17 of the second 
conveyor 11. 

15 

The third conveyor 15 is carried by shafts 18 and 19 which are located at 
different heights so that the upper part of the third conveyor will thereby 
slope upwards in its direction of movement/ whereby the lifting devices 16 
which follow the upper part of the third conveyor will gradually be raised, 

20 

In order to permit turning of only certain boards included in a timber batch, 
the lifting devices 16 are suitably not permanently fixed in relation to the 
third conveyor 15, but are secured in sleeves 20 which have their 
longitudinal axes parallel with the parts of the third conveyor 15, The lifting 
25 devices 16 are pivotal in these sleeves, for which reason the lifting devices 
16a, 16b and 16c are pivotal in accordance with the double headed arrow 21 
about the pivot axis 24. Along the lower part, the lifting devices 16 are 
naturally pivotal in a corresponding manner about an axis which is parallel 
with the lower part of the conveyor. 

30 

The anchorage of the lifting devices 16 in the sleeves 20 disposed on the third 
conveyor is pivotal and without defined stops, for example in that the lifting 
devices have conical portions which, under spring bias, are axially pressed 
into corresponding conical apertures in the sleeves 20. 

35 

At the return areas of the third conveyor 15, there are provided guide rails or 
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guides 22 and 23, where the guide 23 is disposed to open out the lifting 
devices 16 which, along the lower part of the conveyor, axe collapsed to a 
state approximately parallel with the shafts 18 and 19, to outwardly pivoted 
activated, upstanding positions which are shown along the upper part of the 
5 conveyor. The guide 23 is movable between an active and opened position 
where it pivots out the lifting devices 16 and a passive, collapsed position 
where the lifting devices may pass without hindrance and without being 
pivoted out to the active positions which are shown along the upper part of 
the third conveyor. The guide 23 is coupled to a suitable prime mover for 
10 permitting pivoting of all or only certain of the lifting devices, corresponding 
to turning of all boards or only certain boards, respectively. 

The guide 22 at the upper end of the third conveyor is designed for opposite 
pivoting of the lifting devices 16, i.e. for downward pivoting of them from 
15 the upstanding, active positions along the upper part of the conveyor to 
collapsed, substantially horizontal positions along the lower part of the 
conveyor. 

The above-described apparatus operates as follows: 

20 

Boards 2 are fed in at the right-hand end of the first conveyor 1 and rest 
thereon or along slide rails or guides disposed with the conveyor. The 
boards 2 are driven by the conveyor 1, at least along a certain part of its 
length, in that the rear edges 6 of the boards abut against the front sides 5 of 

25 the dogs 4 of the conveyor 1. When the boards 2 have arrived at the turning 
zone, i.e. the longitudinal extent of the second conveyor 11, the boards are 
displaced forwards in the transport direction 3 in relation to the Erst 
conveyor 1. In such instance, the front edges 13 of the boards will strike the 
rear edges 14 of the dogs 4 and be held urged against them, at least along a 

30 certain portion of movement length of the second conveyor. The lifting 
devices 16 are brought into engagement with the undersides of the boards 2 
in the region of their front edges 13. The lifting devices 16 are disposed to / 
move synchronously with the first conveyor 1 and are located in the region I 
immediately behind, or at least in the proximity behind the rear edges 14 of I 

35 the dogs 4. Those lifting devices 16 which are to turn boards are disposed to : 
be raised gradually so thai the font edge portions of the boards 2 are thereby 
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lifted up* At the same time, the boards axe subjected to a force relative to the 
first conveyor and the lifting devices, the direction of this force 
corresponding to the transport drive direction 3 of the first conveyor. 
Hereby, the boards 2 will be displaced in the transport direction at the same 
5 time as their forward edge portions are lifted and braked and their 
rear/ lower edges which rest on the upper part 12 of the second conveyor 11 
are subjected to a shunting force so that the boards are thereby turned over 
with their front edges facing upwards and backwards so far that the boards 
are tilted backwards, with the original upper side facing downwards on the 
10 upper part 12 of the s econd conveyor 11. 

In order to ensure the above-mentioned engagement or force between the 
boards 2 and the upper part 12 of the second conveyor 11, the boards are 
lifted by this upper part in relation to the level of the upper part of the first 
15 conveyor 1- 

Once the lifting devices 16 have turned the boards, they are once again 
lowered to passive positions unless the intention is to turn all boards 2 
included in a batch, since the lifting devices 16 are then suitably left in their 
20 opened, active positions or alternatively are fixedly mounted on the third 
conveyor 15, During their movements in the opened/ active position, the 
lifting devices follow a path which is defined by a third conveyor 15 and 
which makes an acute angle with the movement direction of the first and 
second conveyors* 

25 

The present invention may be modified without departing from the spirit 
and scope of the appended Claims. 
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WHAT IS CLAIMED IS: 


1. A method of turning boards which are transported with their 
longitudinal direction transverse to the direction of movement (3) of a first 

5 conveyor (1) provided with uniformly spaced conveyor dogs (4), the boards 
(2) being at least partly driven by the front sides (5) of the dogs in abutment 
against the rear edges (6) of the boards, characterized in that the boards (2) 
are moved forwards in the direction of movement (3) in relation to the first 
conveyor a) such that the front edges (13) of the boards are brought to the 
10 region of the rear side (14) of the next dog in the conveyor; that lifting 
devices (16) which are moved substantially synchronously with the conveyor 

(1) are brought into engagement with the undersides of those boards which 
are to be turned in the region of their front edges (13); that the lifting devices 
are gradually raised; and that the boards are subjected to a force in relation 

15 to the lifting devices forwardly in their direction of movement (3), whereby 
the boards are caused to be turned over with their front edge facing 
upwards/ rearwards. 

2. The method as claimed in Claim 1, characterized in that the boards 
20 (2) in their forward displacement (3) relative to the first conveyor (1) are 

lifted slightly therefrom. 

3. The method as claimed in Claim 1 or 2, characterized in that the 
lifting devices (16) are lowered after turning of the boards (2). 

25 

4. The method as claimed in any of Claims 1 to 3, characterized in that 
at least one lifting device (16) is brought into engagement with each board 

(2) ; and that this lifting device is caused to follow the board up to turning 
thereof. 

30 

5. The method as claimed in any of Claims 1 to 4, characterized in that 
the boards (2) in their forward movement (3) relative to the first conveyor (1) 
and in their force action relative to the lifting devices (16) are acted on by at 
least one second conveyor (11). 

35 

6. The method as claimed in Claim 5, characterized in that the boards 
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